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Several processing steps are required for the achievement of the desired surface during the 
surface treatment of precision tools. Said processing steps can be separated commonly into a 
grinding, as well as a polishing process. It is common practice to utilize abrasive means that : 
consist of solidly formed bodies, which means, the abrasive material, such as corundum, 
silicon carbide, diamond, etc z is adhering to an abrasive means^carrier, for example, a grinding 
disk, or a grinding belt. The individual particles are worn i away during the'grihding prdfJes 
which causes a reduction of the grinding efficiency. Caused by the now increased friction of 
the grinding particles, they will be eventually extracted out of the compound that is present on 
the abrasive media carrier. Because of the fact that it is extremely difficult to maintain the 
particle size of all particles exactly evenly in a manner as this is specifically required with 




grinding disks that possess a very fine grid, and that are of the kind that is utilized for honing 
processes, it will occur that mainly larger extracted particles create deep striations on the 
surface that is to be processed. Herewith, it is only possible to remove said striations by 
reprocessing the entire surface, and remove the material of said surface down to a depth of 
said striations. It is possible that other larger particles can be extracted during this additional 
honing process, and it becomes thus impossible to achieve a desired high quality surface with 
said process. This is the reason that one utilizes in general so called loose, and loosely 
connected, which means, movable or flexible abrasive means for these kinds of honing 
processes. Said abrasive means consist of more or less powder like abrasive materials that 
are dispensed in a liquid, or that are connected to a carrier body in a movable fashion. 
Specific difficulties occur naturally during the processing of glass surfaces for the case that 
these are required to possess a high precision of a nature that is required for optical lenses or 
similar objects.. It is common that such glass surfaces will be processed initially by means of 
so called glass milling machines that operated with the support of diamond coated grinding 
tools, which means with solidly connected abrasive means. The striations that are created in 
the surface of the glass by utilizing said grinding process will be subsequently removed with 
the support of a single, or multiple step honing process with loose particles, which means with, 
for example, abrasive media that is dispersed in water, such as electro-corundum or silicon 
carbide. Following said honing process, the glass surface possesses an appearance that is 
similar to an opaque glass pane, and the subsequent polishing process will render it 
transparent and shiny. Said polishing process is executed with the support of loose bound 
particles with which the polishing compound carrier is coated with an elastic and soft 
substance, such as, for example, pitch, in which the polishing media particles will embed 
themselves in an elastic manner. In order to achieve a perfectly polished surface, it is required 
that all polishing media particles possess the identical particle size. It is very difficult to 
achieve this requirement with particles that have a dimension of less than 1 micron. Particles 
that are somewhat larger, and that are randomly extracted from the elastic polishing compound 
carrier during the polishing process create new striations on the glass surface. Herewith, it is 
very difficult to remove said striations from the surface again, and for most cases a manual 
finishing process is required for achieving this task. 

Actually, these described disadvantages cannot occur with a honing and polishing body that 
contains abrasive particles which are embedded in a binding agent, and with which said 
particles possess a dimension with a relation of their length to their diameter of at least 10 : 1. 
This is because of the fact that the abrasive particles are surrounded by means of the binding 
agent solidly across their entire surface, and that they are thus anchored solidly to the carrier, 
which eliminates the worry that they may break away from their carrier. Glass fibers are utilized 
as tiny abrasive particles with a known abrasive body of this kind. This material possesses the 
disadvantage that it is very brittle, and that it breaks already with the lowest possible strain that 
might be applied to it. Because of this fact, this known abrasive body can only be utilized for 
eraser purposes, and it is not suitable for industrial applications because of the fact that the 
broken off glass fiber particles cause striations on the surface that are to be polished, and that 
they are thus of a similar disadvantage as the grinding particles that are torn out of the 
abrasive media carriers of the presently common grinding disks. 

The inventor set-up the task to" create a honing or polishing body with grinding particles that 
are embedded in a binding agent, and that possess a rod or string like shape with a relation of 
their length to their diameter of 10 : 1 , with which said grinding body is not subject to the 
disadvantages that are described in the above text. According to the invention, this scope will 
be solved by means of utilizing whiskers, which possess a high strength, as being the abrasive 
particles. Under the term "whisker" one understands that they are consisting of mono or poly 



crystalline strings that consist of metals or metal compounds that stand out because of their 
exemplary high strength. The utilization of whiskers of this kind for the strengthening of less 
strong materials, for example, their embedding into a matrix, is already known. However, with 
the invention such whiskers are utilized for the removal of solid material. Herewith, the 
advantage in comparison with the utilization of glass fibers is that the whiskers will not break 
off, at least not because to the forces that will be present during the honing or polishing 
processes. Because of this fact, the danger of creating grinding striations that are caused by 
broken off particles will not be present. 

It is known to the specialist of this technology to embed metal wire pieces or steel wool into 
grinding disks. However, this occurs exclusively for the purpose to remove the heat that 
occurs during the grinding process, and to transfer said heat away from the surface to be 
tregted into the interior of the grinding disk, while the grinding process itself will be executed 
with the support of the common grid shaped abrasive means, for example, aluminum oxide, 
which is evenly distributed in the abrasive means carrier. Herewith, said abrasive means are in 
danger that they can break away from the abrasive means carrier because of their inadequate 
anchoring in said abrasive means carrier. . - 

Because of the fact that said whiskers possess a very small cross section that can be 
positioned in the dimension range of 10" 6 mm 2 , the location of the whiskers inside of the binding 
agent is of hp importance for the honing, respectively the polishing process. However, in order 
to obtain an as large as possible surface for the adherence of said whiskers in the binding 
agent, it is of advantage to position said whiskers in the known manner parallel to each other, 
and vertical to the working surface. In this manner it will be achieved that the entire exterior 
surface of said whiskers is surrounded by the binding media, except for the frontal surfaces of 
said whiskers. 

Proven as being specifically suitable were whiskers that consist of Fe, AL 2 0 3) or Fe 2 0 3 , nitride 
whiskers, as well as whiskers that consist of wolfram, molybdenum, or titanium carbide, which, 
for the case that they are not composed of magnetic material by themselves, can be coated 
with a metal that allows for the orientation in parallel to each other and vertical to the work 
surface. This will be achieved with the support of a magnetic field in a manher as this is 
already known for other abrasive particles. 

Following the invention, instead of the whiskers it is also possible to utilize crystal platelets to 
create the abrasive particles. Herewith, said platelets posses 

respectively hardening characteristics, and they are positioned vertically to the working surface 
with their grid planes that are able to glide. t Specifically suitable herewith are molybdenum 
sulfide particles, as well as natural platelet graphite particles. These substances that are 
normally utilized as lubricants possess quite a high hardness vertically to their grid planes that 
are able to glide. For the case of platelet graphite this hardness is comparable to that of 
diamonds. The natural presuppositions for the utilization of said substances as abrasive 
particles is the requirement that the platelet crystals will be located vertically to the working 
surface with their grid planes. that are able to glide. Herewith, this can be achieved in the 
commonly known manner with the support of an applied magnetic field, and for which non- 
magnetic-platelet-crystals will be coatedin the also known'manner with the relevant metal 
coatings prior to the application of said magnetic field. While molybdenum sulfide is always 
present in the form of platelet crystals, only natural platelet graphite is suitable, because 
artificial graphite possesses isotropic strength and hardening characteristics, which means, 
that it cannot be orientated in a certain direction. 



Known to be used for abrasive bodies of any desired shape are quartzite, aluminum oxide, or 
silicon carbide, with which colloidal, isotropic, brittle, crystalline carbon is applied to the surface 
by means of adhesives to improve the grinding ability. Herewith, it is additionally possible to 
adhesively attach, or smear natural graphite on to the surface of the abrasive bodies to control 
the heat creation that will occur during the grinding process, as well as to obtain a high quality 
surface on the object that is to be treated. Even for the case that the grinding function shall be 
improved with the adhesively applied carbon, the material removal will be handled basically 
exclusively by the abrasive particles themselves. The abrasive particles, as well as the 
adhesively applied crystalline carbon are trapped by the binding agent only with a small 
amount of their surface, which will lead also herewith to the danger of extraction of singlie 
particles. 

Proven to be well suited as binding agents were known artificial resin such as ethoxiline, as 
well as polyester resins. 

The production of the honing or polishing body that is made according to the invention can 
occur in such a manner that, in the known way, the rod or platelet shaped abrasive bodies that 
can be magnetized, which might be coated, if so required, with a relevant metal coating, which 
means, the whiskers or metal coated platelet crystals that consist of natural platelet graphite or 
molybdenum sulfide, which have a diameter, respectively, a thickness that is less than 50|jm 
will be introduced into a container, and there they will be oriented in parallel to each other, as 
well as vertically to their future working surface by means of a magnetic field, and that they will 
be fixed in this position with the support of the binding agent. The binding agent, for example, 
the above mentioned polyester resin will be introduced into said container, for example, in its 
liquid condition, or it will be vaporized into said container, and once it is cured inside said 
container, it will fix the abrasive particles into the position that is determined with the support of 
the magnetic field. The identical result can be achieved in such a manner that the abrasive 
particles that can be magnetized will be introduced into the still liquid binding agent, and that 
this mixture will be exposed to the forces of a magnetic field, which causes the abrasive 
particles to become oriented in the previously described manner, and they will be fixed in this 
position by means of the curing binding agent. In order to achieve a larger concentration of 
the little abrasive particles, it is possible to reduce the distance of the little abrasive particles 
from each other following the orientation by means of the magnetic field, but prior to the end of 
the curing process of the binding agent. This can be executed by means of applying pressure 
vertical to the longitudinal direction of the little abrasive particles, which means, in parallel to 
the working surface. It is possible to execute this process in practical applications by means of 
utilizing side walls of the container that are designed in such a manner that they can be 
partially moved. With this process, the little abrasive particles remain parallel to each other in 
their positioned location, and caused by the magnetism that is contained in them they arrange 
themselves in mainly equal distances to each other. 

An execution example of a polishing body that is produced following the invention is displayed 
in the drawing in a cut fashion. The polishing body 1 consists of a curable artificial resin 2 of a 
low strength, into which hair like, or rod shaped little abrasive particles or bodies 3, so called 
whiskers, are embedded; Herewith./said whiskers possess a high degree of hardness and 
r stability; -During the polishingprocess; the artificial-resin 2 will be removed to a larger degree 
at its frontal surface 4 than is the case with the little abrasive bodies 3, which will result in the 
fact that said little abrasive bodies 3 will always protrude slightly out of said artificial resin 2. 
The removed artificial resin particles are removed with the support of the liquid that is 
commonly used during polishing processes. 




Patent Claims: 

1. Honing or polishing body that is equipped with rod or string shaped little abrasive particles 
. or bodies that are embedded in a binding agent, and with which said particles or bodies 

possess a relation of their diameter to their length of at least 1 : 10, characterized in such a 
way that the little abrasive particles or bodies are whiskers that possess a high strength. 

2. Honing or polishing body according, to claim 1 , characterized in such a way that the 
whiskers are coated with a metal for the case that this is required, and that they are 
oriented to each other in a parallel manner, as well as vertical to the working surface by 

;. means of known methods. 

3.. Honing or polishing body that possesses little abrasive particles or bodies that are. 
embedded in a binding agent, and that are coated with a metal for the case that this is 
required characterized in such a way that the little abrasive particles or bodies consist of 
platelet crystals that possess non-isotropic strength, respectively hardness characteristics, 
for example molybdenum sulfide, or natural platelet graphite particles, that are positioned 
vertical to the working surface with their grid planes that are able to glide. 

4. Process for the production of honing or polishing bodies according to the claims 2 or 3, 
characterized in such a way that the rod or platelet shaped abrasive bodies that can be 
magnetized, which might be coated, if so required, with a relevant metal coating, will be . 
oriented parallel to each other, as well as vertical to their future working surface by means 
of a magnetic field, and that they will be fixed in this position with the support of the binding 
agent. ■ ■ ' 

5. Process for the production of honing or polishing bodies according to claim 4, 
characterized in such a way that the little abrasive particles or bodies that are parallel to 
each other will be pushed closer together in parallel to the working surface prior to curing 
the binding agent. 
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Bei der Oberflachenbearbeitung von Prazisions- 
werkstucken sind zur Erzielung der gewiinschten 
Oberflache mehrere Arbeitsgange notwendig, die sich 
normalerweise in einen Schleif- und in einen Polier- 
vorgang aufteilen lassen. Beim Schleif en wird mei- 
stens mit starr gebundenen Schleifmitteln gearbeitet, 
d. h., das kornige Schleifmittel, wie Korund, Silizium- 
carbid, Diamant usw., ist auf einem Schleifmittel- 
trager, beispielsweise eine Schleif scheibe oder einem 
Schleifband, aufgeklebt. Wahrend des Schleifvor- 
ganges werden die einzelnen Korner abgenutzt,. wo 
durch die Schleif leistung absinkt und infolge der nun 
erhohten Reibung der Schleifkorner diese aus ihrem 
Verband im Schleifmitteltrager allmahlich heraus- 
. gerissen werden. Da es insbesondere bei Schleifschei- 15 
ben mit sehr feiner Kornung, wie sie zum Fein- 
schleifen verwendet werden, auBerordentlich schwie- 
rig ist, die KomgroSe aller Teilchen genau gleich 
zu halten, kommt es vor, daB vorzugsweise grobere 
herausgerissene Teilchen Riefen auf der zu bearbei- ao 
tenden Oberflache erzeugen, die nur dadurch besei- 
tigt werden konnen, daB die ganze Oberflache eraeut, 
und zwar bis auf die Tiefe dieser Riefen abgetragen 
wird. Nachdem bei diesem fortgesetzten Feinschleif- 
prozeB erneut auch grobere Kornchen ausbrechen as 
konnen, laflt sich mit diesem Verfahren eine hoch- 
wertige Oberflache nicht erzielen. Deswegen verwen- 
det man im allgemeinen zum Feinschleifen und noch 
mehr zum Polieren sogenannte lose und lose gebun- 
dene, also bewegliche Schleifmittel, das sind mehr 30 
Oder weniger pulverformige Schleifmittel, die in einer : 
Flussigkeit aufgeschlammt oder auf Tragerkorpem 
beweglich befestigt sind. Besondere Schwierigkeiten 
ergeben sich naturgemaB beim Bearbeiten von Glas- 
flachen, falls diese eine hohe Prazision aufweisen 35 
miissen, wie es bei optischen Linsen u. dgl. der Fall 
ist. Solche Glasflachen werden meistens zuerst durch 
sogenanntes Glasfrasen bearbeitet, das mit Hilfe von 
diamantbesetzten Schleifwerkzeugen, also mit starr 
gebundenen Schleifmitteln erf olgt. Die bei diesenv 40 
Arbeitsgang in der Glasoberflacbe erzeugten Riefen 
werden anschlieBend durch ein- oder mehrmaliges 
Schleif en mit losem Korn, d. h. mit z. B. in Wasser 
aufgeschlammten Schleifmitteln, wie Elektrokorund 
Oder Siliziumcarbid, beseitigt. Die Glasflache besitzt 45 
nach dem Schleifvorgaug ein mattscheibenartiges 
Aussehen und wird erst durch den folgenden Polier- 
vorgang durchsichtig und glanzend. Dieser Polier- 
yorgang wird mit lose gebundenem Korn durchge- 
fuhrt, wobei der Poliennitteltrager rait einem nach- 50 
giebigen StoS, wie z. B. Pech uberzogen ist, in den 
sich die Poliermittelteilchen elastisch einbetten. Urn 
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euie einwandfreie polierte Oberflache zu erhalten, ist 
es notwendig, daB alle .Poliermittelteilchen die 
gleiche KorngroBe habeh, was bei Koragroflen unter 
IMikron sehr schwierig zu erreichen ist, Etwas 
groBere Teilchen, die beim Polieren aus dem nach- 
giebigen Poliennitteltrager zufallig herausgerissen 
werden, erzeugen auf der Glasoberflache neue Rie- 
fen, die nur sehr schwer wieder entfernt werden kon- 
nen und meist eine Endbearbeitung von Hand er- 
fordern. 

Diese Nachteile konnen an sich bei einem Fein- 
schleif- und Polierkorper nicht eintreten, der in 
einem Bindemittel eingebettete Schleifkorperchen mit 
einem Verhaltnis der Lange zum Durchmesser von 
mindestens 10:1 enthalt, da hierbei die Schleif- 
korperchen fest auf ihrer ganzen Oberflache von dem 
Bindemittel umgeben und dadurch fest in ihm ver- 
ankert sind, so daB ein Herausbrechen nicht zu be- 
fiirchten ist. Bei einem : bekannten Schleifkorper die- 
ser Art werden als Schleifkorperchen Glasfasem ver- 
wendet. Dieser .WerkstoS hat den Nachteil, daB er 
sehr sprode ist und schon bei geringer Beanspruchung 
bricht. Dieser bekannte Schleifkorper ist daher prak- 
tisch nur fur Radierzwecke, nicht jedoch fiir indu- 
strielle Zwecke brauchbar, da die abgebrochenen 
Glasfaserteilchen Riefen auf der zu polierenden 
Oberflache erzeugen und somit ebenso nachteilig 
wirken wie die aus dem Schleifmitteltrager heraus- 
gerissenen Schleifkorner bei den iiblichen Schleif- 
scheiben. 
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Der Erfinder hat sich die Aufgabe gestellt, einen gemaB daS d;- pi-., u . - .. • 

. Feimchleif- oder Polierkorper mit in einem Binde- fi Cht^J^T^^ A T . ,h £ e . a Sleit- 

mittel emgebetteten stab^r fadenformigen Schleif- geordnet wer2l£« s . eaj£r «ht zur Arbe« s fl ac he an- 

korperchen mit einem«altnis der Lange zum mSVlZ WtZ^ «ch bekannter Weise mit 
Durchmesser von minders 10: 1 zu schaffen, dem s bet nicht maSS m^u T^?, W °" 

die gescbilderten Nachteile nicht anhaften. Diese an .id eS fa Tbek^^ 1 ^^ 0 ^ 1 M 

Aufgabe wird erfindungsgemafl dadurch geldst, daQ sprechenden MetaU XS£? r WeB 5 mK .. emem ent " 

als Schleifkorperchen Whisker hoher Fesfigkeit ver- rend l£j^SdftdS2^ Fo^vn 4 p?' T*" 

wendet werden. Unter dem. Begriff »Whisker« wer- kratallen \orlkgt, £t beTcranS^nur ^ ^V 1 ' 

EAiduag dagegen werden solche Whisker zur Werk- Schleifkomer koS^i^^^^ 
stoffabtragung verweadet, wobei sich gegeniiber der liner Kohlenstoff aufgeklebt wfrd ^' um ^e , i?HS" 
yerw«dung von Glasfasern der VorteU ergibt, dafl wirkung zu verbessern ZusTtzIto ^ katn ff" 
die Whisker jedenfaUs bei den beim Schleifen oder auf die Oberflache der SiSv- hlCrbei 

SoSlifflSl e,fr ° r 5 anS T auftr " end « WSnne von der abtragung praktisch ausschlieflUch vo^ ? den Schletf 

Schleifnache in das Innere der Schleifscheibe abzu- kornem selbst durchoefiihrt Sowohl dfe ShS5" 

^nhV W >, ahre v d d , e - r S ? hIei ^ or Sang «lbst mit Hilfe komer als auch dJJiSS&ftaSiital KoWef 

« zwecianaflig, die Whisker in bekannter Weise par- Blattchengraphit oder Molybdandisulfid die einen 

So \Z2T%£ , U ° d S6 ^ eCht Arb 5 i " flacae ^- Durchmesserbzw. eine ™ff^S£& als 50 um 

Sttthnfflc&lJwh - r d H- erreicIlt ' d ^u biS haben ' durch ein Magnetfeld parcel Sander und . 

erwi£n • riS In?^' -^S^S? ° der Tltanca 5 bid «and in das GefaB eingebracht oder eingedampft und 

551? ?• ^ : I S1 -" m - ht Se ? St aUS ma S netisc bem 50 fixiert nach dem Erstfrren die ScWeifkb^wchen in 

din Vfi?nJ CS hea * m I em - e f MetaU wer - der durch das Magnetfeld bestiimnfen LaA Das 

den konnen um erne Ausnchtung parallel zueinander gleiche Ergebnis kann dadurch erzielt werden dafl 

SSdef 2 ^S&S 8 ^ mi J. Hilf « eines , Ma - ? e magnetisierbaren SchlrifkipeSn 1 dL 'nocn 

^r.-fS- zu u en °°SUchen wie dies fur andere flussige Bindemittel eingebracht werden und dieses 

Schleifkorperchen bereits bekannt ist 55 Gemisch der Wirkung eines Magnetfeldes LsgeseS 

«l/£w ^ e - V ° a y^*? ^. nn l n ^""SsgemaB wird, wodurch die Schleifkorperchen in de? foS 

? ls Schleifkorperchen auch Blattchenkristalle mit -an- beschriebenen Weise ausgerichtet und in dieser 

2S k ? bzw Harteeigenschaften ver- durch das erstarrende Bindemittel rSfertwerden Um 

Th^7„ i L die ^ l * T Z a S Ieitfah, 8 ea G,tte r- eine groBere Konzentration der Schleifkorperchen 

ebenen senkrecht zur Arbeitsflache angeordnet sind. 6o zu erzielen, kann der Abstand der ScWeifk6roe chS 

^VnTH 11 "^f^t™ t Molybdandisulfid- voneinander nach dem Ausrichten durchT M^ 

& Snff! 1 d ° aturhche , Blattchengraphitpartikeln. gnetfeld, aber vor dem Erstarren des Bindemittels 

V^J5 is If no J™ alerweise als Schmiermittel durch Druck senkrecht zur Langsrichtung der 

verwendung finden, haben senkrecht zu ihren gleit- Schleifkorperchen, also parallel zur Arbeitsflache 

tamgen Gitterebenen eme betrachtlicbe Harte, die 6 S verringert werden. Dies kann in der Praxis dadurch 

z. a. un hall von Blattchengraphit derjenigen von erfoigen, dafl die Seitenwande des Gefafles zum Teil 

Jjiaraant entspncht. .Voraussetzung fur die Verwen- verschiebbar ausgefuhrt sind. Die Schleifkorperchen 

aung dieser Stoffe als Schleifkorperchen ist natur- bleiben bei diesem Vorgang in ihrer zueinander par- 



allelen Lase unc * ordnensich auf Grund des ihnen 
anhaftendeh Magnetism^fcp wesentlichen in glei- 
chem Abstand voneinanM^ 

Ein Ausfuhrungsbeispieleines erfindungsgemaBen 
Polierkorpers ist in der Zeichnung im Schnitt dar- 5 
gestellt. Der Polierkorper 1 besteht aus einem erhart- 
baren Kuaststoff 2 geringerer Festigkeit, in den stab- 
oder haarformige Schleifkorperchen 3, z. B. soge- 
nannte Whisker, eingebettet sind, die eine hohe 
Festigkeit und Harte haben. Beim Polieren wird der io 
Kunststoff 2 an der Stirnflache4 starker abgetragen 
als die Schleifkorperchen 3, so dafl diese stets gering- 
fiigig vorstehen. Die abgetragenen Kunststoffteilchen 
werden durch die beim Polieren normalerweise ver- . 
wendete Fliissigkeit abgefuhrt. 15 

Patentanspriiche: 

1. Feinschleif- oder Polierkorper mit in einem ao 
Bindemittel eingebetteten, stab- oder fadenfor- 
migen Schleifkorperchen mit einem Verhaltnis 
des Durchmessers zur Lange von mindestens 

1 : 10, dadurch gekennzeichnet, dafl die - 
Schleifkorperchen Whisker hoher Festigkeit sind. 35 

2. Feinschleif- oder PolierkSrper nach An- . 
spruch 1, dadurch gekennzeichnet, dafl die Whis- 
ker gegebenenfalls metalliiberzogen und in be- 
kannter Weise parallel zueinander und senkrecht 
zur Arbeitsflache angeordnet sind. -30 

3. Feinschleif- oder Polierkorper mit senkrecht 
zur Arbeitsflache gerichteten, gegebenenfalls 
metalliiberzogenen und in ein Bindemittel ein- 
gebetteten Schleifkorperchen, dadurch gekenn- 
zeichnet, daB die Schleifkorperchen Blattchen- 35 

.-. kristalle mit anisotropen Festigkeits- bzw. Harte- ... 



eigenschaften, z. B. Molybdandisulfid- oder 

naturhch^|tchengraphitpartikeln sind, die mit 

l r£ n - lv^P gen Gitterebe nen senkrecht zur 
Arbeitsnactiyangeordaet sind. , • 

4. Verfahren zur Herstellung eines Feinschleif- 
oder Polierkorpers nach Anspruch 2 oder 3, da- 
durch gekennzeichnet, daB in bekannter Weise 
in einem GefaB die magnetisierbaren, gegebenen- 
falls mit einem Metalluberzug zu versehenden, 
stab- oder blattchenformigen Schleifkorperchen 
durch ein Magnetfeld parallel zueinander und 
senkrecht zur kunftigen Arbeitsflache ausgerich- 
tet und in dieser Lage durch das Bindemittel 
fixiert werden. 

5. Verfahren zur Herstellung eines Feinschleif- 
oder Polierkorpers nach Anspruch. 4, dadurch ge- 
kennzeichnet, daB die parallel gerichteten Schleif- 
korperchen vor dem Erstarren des Bindemittels 
parallel zur Arbeitsflache zusammengeschoben 
werden. 

In Betracht gezogene Druckschriften: 

Deutsche Patentschrift Nr. 617 863; 

schweizerische Patentschrift Nr. 255 778; 

USA.-Patentschriften Nr. 2 463 679, 2 275 339; 

Zeitschriften »Powder Metallurgy*, Nr. 11 vom 
Mai 1963, S. 59 bis 72, Nr. 14 vom Oktober 1964, 
S. 152 bis 167; 

Zeitschrift »The Engineer «, Nr.- 5605 vom 28. Juni 
1963, S. 1179; 

Zeitschrift »MetaIworking Production*, vom 
16. Dezember 1964, S. 79 bis 81; 

Zeitschrift »The Iron Age«, vom 4. Februar 1965, 
S. 72; 

Zeitschrift »Nickel-Berichte«, vom Februar 1965,. 
S. 59, 60. 
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